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PURPOSE: To perform grinding with extremely high efficiency ' by performing 
dressing with the pressing of the grinding face of a cup type . grindwheel for 
dressing by a spring. 

CONSTITUTION: Grinding is performed by pressing a work 10 to the grinding 
face 11 of a rotating cup type super abrasive grain grindwheel 1 and at the 
same time a sliding member 6, namely the grinding face 11 of the cup type 
grindwheel 3 for dressing is pressed to the grinding face 11 of the cup type 
super abrasive grain grindwheel 1 for grinding by the tensile forces of springs 
15 17 by adjusting a drum 18. In this case, because of. the grinding faces of 
both grindstones 1, 3 being not coaxial, the grindstone 3 is also subjected to 
back rotation by the friction force when the grindwheel 1 is rotated and the 
both grinding faces are moved in almost orthogonal direction, each other and 
so a uniform dressing is performed over the whole grinding face of the 
grindwheel 1. Consequently no dulling and clogging is caused on the grinding 
face 11, there is no need of removing the work for dressing and the grinding 
can be performed efficiently. * ^ 
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PURPOSE: To perform grinding with extremely high efficiency by performing 

rONqTiT?fTmM % °^ ^""^^'"2 °^ ^ ^"P type grindwheel; . • 

LONbTITUTION: Grinding is performed by pressing a work 10 to the grinding 
race ll of a rotating cup type super abrasive grain grindwheel. When a blinding 
and clogging are caused on the grinding face 11 by this grinding, the work 
10 IS adequately separated from the grinding face 11, a ball screw 7 is rotated 
by a stepper motor 9, a cup type grindwheel 3 is moved to the left direction 
together with a support body 6, the grinding face 13 thereof is brought into 
contact with the cup type super abrasive grain grindwheel 1 with its pressing 
thereto and the dressing of this grindwheel 1 is performed. . . 
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PURPOSE: To form both of a center projecting curvature shape and center 
^f.?' nfM''"''''!.'"''^ ""'^^ dressing device, by changing gradually the 

size of the radius of curvature automatically by the part corresponding to the 
torniing notch quantity per once allowed for a dressing tool and forming a 
grinding grindwheel. ^ 

CONSTITUTION: The tip of a dressing tool 22 is made to perform the circular 
motion of an optional radius of curvature by executing the numerical control 
of the movement m the 1st and 2nd axial directions of the dressing tool 22 
and the revolving around the 3rd axis. The both of a center projecting curvature 
shape and center recessed curvature shape can therefore be formed with one 
dressing device and a cylindrical face may be formed at both sides of the curva- 
ture shape as well. Also, even in case of forming a center projecting curvature 
shape, It is unnecessary to make a grindwheel 14 coming into the part of the 
revolving shaft of the dressing tool 22. the span of the revolving shaft supporting 
bearing 21 of the dressing tool 22 can be shortened, even in case of the diameter 
of the grindwheel 14 becoming larger, the rigidity is made higher and a space 
saving can be realized. 
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PURPOSE: To perform grinding with extremely high efficiency by performing 
dressing with the contact of the grinding face of a cup, type grindwheel : 

CONSTITUTION: Grinding is performed by pressing a work 10 to. the grinding 
face 11 of a rotating cup type super abrasive grain grind wheel.. When a. blinding 
and clogging are caused on the grinding face 11 by this grinding, the work 
10 is adequately separated from the grinding face 11, a ball $crew 7 is rotated 
by a stepper motor 9, a cup type grindwheel 3 is moved, to the left, direction 
together with a support body 6, the grinding face 13 thereof is brought into 
contact with the cup type super abrasive grain grindwheel 1 with its pressing 
thereto and the dressing of this grindwheel 1 is performed. ... 
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